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© Method and apparatus for assembling innerspring constructions for mattresses, cushions and the 
like. 



© A method and apparatus for manufacturing in- 
nerspring constructions for mattresses, cushions and 
the like, consisting of strings (2b. 2c, etc.) of jackets 
(3) encasing each one coil spring (4), which are fixed 
side to side by means of an adhesive (36) ; the 
apparatus consisting of at least : 
- a moving means or conveyor (1) for moving a 
string (2b) of a particular size according to its Ion- 
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gitudinal direction (39) ; 

- a fixed applicator (5) mounted in front of the 
conveyor , for depositing adhesive (36) to a string 
(2b) moving along on said conveyor (1 ) and 

- means (6,7,8) for positioning the coated side of 
said string (2b) to a similar string (2c) and pushing it 
into contact. 
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The invention is relating to a method for as- 
sembling innerspring constructions for mattresses, 
cushions and the like, comprising series of pock- 
eted coil springs stuck together side by side, the 
springs being arranged separately and substantially 
parallel to one another with respect to their longitu- 
dinal axis, but transversely on the longitudinal axis 
of the series. 

Such a method has been described in the 
European Patent Applications N " s 0 1 54 076 and 0 
155 158. 

The methods described therein have several 
disadvantages : it is impossible or at least very 
difficult to apply them continuously and, moreover, 
only one spring pattern is possible in innerspring 
constructions assembled by means of these meth- 
ods. 

The main aim of the present invention is to 
remedy these disadvantages and to propose a 
method which can be applied substantially continu- 
ously because of the concept's simplicity. Hence 
the method is less labor intensive and output can 
be increased considerably. Moreover, quality is im- 
proved as the influence of the human factor is 
decreased to a minimum. 

To this purpose a first string of a certain num- 
ber of pocketed springs is moved according to its 
longitudinal axis. ; at least one side of the string 
which extends about parallel to the axis of the 
springs is coated with an adhesive by a fixed 
applicator the coated side is positioned against 
the corresponding side of a similar string of pock- 
eted springs after which it is pushed into contact 
with said second string ; the cycle of operations of 
moving, adhering and pressing together successive 
strings of pocketed springs is repeated until an 
innerspring construction of desired size is obtained. 

In a more specific embodiment of this method 
the exterior surface of the first string of pocketed 
springs, to be coated with adhesive, is brought into 
a substantially horizontal position facing up when 
the adhesive is set ; then, the string and its coated 
side is turned to substantially vertical position and 
pushed into contact with another similar surface of 
a second string of pocketed springs which has no 
adhesive coating ; the cycle of operations is re- 
peated until an innerspring construction of desired 
size is obtained. 

The invention is also relating to the apparatus 
necessary for the application of said method. 

The apparatus is characterized in that it in- 
cludes at least following parts : 

- a conveyor or moving means for moving a string 
of desired length longitudinally ; 

- an applicator fixed facing the conveyor and used 
for applying adhesive on the string moving together 
with said conveyor ; 

- positioning and pressure means for positioning 



the coated side of a string against the correspond - 
ing side of another string and applying pressure 
thereto. 

Advantageously, said positioning and pressure 

5 means for positioning and pressing the with adhe- 
sive coated strings of pocketed springs against 
similar strings mainly consists of, on the one hand , 
an elongated topple table which can be tilted from 
a vertical to a horizontal position around a rotation 

10 axis which is substantially parallel to the conveyor's 
longitudinal direction, the axis being situated at the 
longitudinal side of the topple table opposed to the 
conveyor, and onto which a string of pocketed 
springs can be slid from the conveyor if the table is 

75 in horizontal position ; and, on the other hand, an 
assembly platform for assembling strings, which is 
situated next to the topple table, at the side of th& 
rotation axis, such that when the latter is put in 
vertical position a string of pocketed springs is 

20 positioned against a similar string on the assembly- 
platform after which the topple table translates in 
vertical position toward the assembly platform ap- 
plying pressure to the string of pocketed springs 
coming from the topple table and thus adhering it 

26 to a similar string lying on the assembly table 
already. 

Other particularities and advantages will result 
from the following description of a specific embodi- 
ment of the method and apparatus according to the 
30 invention ; the description is merely meant as an 
illustration and therefor it does not limit the scope 
of the protection being claimed here ; numbers 
used hereafter refer to the accompanying drawings. 
Figure 1 is a schematic top plan view of an 
35 apparatus for manufacturing constructions ac- 
cording to the invention. 

Figure 2 provides part of a section along line ll-ll 
of figure 1, but on a larger scale. It relates to a 
cutting device in position of rest. 
40 Figure 3 provides a similar section as in figure 
2, but now the cutting device is ready for use. 
Figure 4 is a partially sectional side elevation 
view along line IV-IV of figure 1, also on a larger 
scale. 

45 Figure 5 shows part of a section along line V-V 
of figure 1, also on a larger scale. It relates to 
the application of bonding material. 
Figure 6 provides a similar section along line VI- 
VI of figure 1. It relates to the transport of a 

50 coated string of pocketed springs to the assem- 
bly platform. 

Figure 7 is a partially sectional side elevation 
view according to line VII-VU of figure 1. It 
shows how a newly arrived string of pocketed 
55 springs, coated with adhesive, is pushed into 
contact with the strings which have already been 
treated. 

Figure 8 provides a top plan view of th& ob- 
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tained innerspring construction. 
In the different figures the same reference 
numbers are relating to the same elements. 

According to the invention, the starting point of 
the method for construing an innerspring construc- 
tion for mattresses, cushions, and the like are in 
jackets encased coil springs forming a string 
wherein the springs have their axis parallel to each 
other and perpendicular to the longitudinal direction 
of the string. Similar strings of pocketed springs 
have been described in European Patent Applica- 
tions 154 076 and 155 158. The pockets or jackets 
are made out of an oblong strip of cover which 
preferably consists of an oblong piece of weldable 
fabric, which has been folded in the middle accord- 
ing to its longitudinal axis and which has been 
welded near the folded edges of the longitudinal 
side. By means of transverse welds at regular 
intervals a series of successive close-fitting jackets 
is obtained which each contain one spring. 

In certain cases cover fabric may be used 
which is not weldable, such as cotton. In the latter 
case jackets can be obtained by use of stitches or 
some bonding material, it might even be possible 
to combine several existing techniques, depending 
on the cover fabric and the available apparatus. 

However, the matter will be left aside, as these 
strings of pocketed springs and the method for 
manufacturing them are not really the object of the 
invention. 

According to the invention the method mainly 
consists of using such strings of pocketed springs 
to make an innerspring construction by means of a 
combination of several operations which may be 
known already per se, hence adhering several such 
strings to one another, as described f.i. in the 
European Patent Application 1 54 076. 

According to the invention, a string of pocketed 
springs of chosen length is moved longitudinally ; 
at a certain, fixed spot an adhesive coating is set 
on at least one of the exterior sides of the cover, 
which extends substantially parallel to the axis of 
the springs ; finally the coated side is positioned 
against and pushed into contact with the corre- 
sponding side of a similar string of pocketed 
springs. The cycle of operations is repeated on 
successive similar strings until an innerspring con- 
struction of desired size is obtained. 

More particularly, the side of the string of pock- 
eted springs which would be coated, is brought into 
a horizontal position, facing upward, when the ad- 
hesive is set. such that the adhesive is dispersed 
from above. On this way. the adhesive penetrates 
the cover fabric well, while running of the adhesive 
is largely avoided. This might be important if rela- 
tively liquid glue is used to cover large parts of a 
side of a string of pocketed springs. 

When the adhesive is set. the springs are put 



<EP 0421495A1 I > 



upright ; the coated cover side is then pushed into 
contact with a similar cover side of a second string 
of pocketed springs, which was not coated with 
adhesive ; usually the other side of the latter string 
s was treated like the former with adhesive in an 
earlier stage, though. 

Naturally the cycle of different operations of 
moving, adhering and pressing together is repeated 
on successive strings until an innerspring construc- 
io tion of desired size is obtained. 

In order to follow for a continuous application of 
the method, a continuous string of indefinite length 
of pocketed springs is used, and each time the 
desired length is cut off, the part which will be cut 
15 off being arranged in such a position that the cover 
side onto which the adhesive coating will be set, is 
turned immediately in a substantially horizontal fac- 
ing up position. This string part, which has been 
cut off, is moved according to horizontal direction 
20 perpendicularly to its longitudinal direction until in 
front of the place or spot where adhesive coating is 
set. 

Next, said string part is positioned according to 
its longitudinal axis or direction in front of said spot, 
25 while at the same time the top side is coated with 
adhesive. 

The coated string part is then again moved in 
horizontal fashion but transversely as to its longitu- 
dinal direction, after which it is tilted upright and 

30 pressed side to side to a similar string part which 
has its springs put upright as well. 

While the adhesive coating is being set, an- 
other part of the continuous string is cut off, which 
then in turn is submitted to the cycle. The cycle of 

35 operations is repeated several times until a suffi- 
cient number of string parts adhered side to side is 
obtained. 

The string parts can be stuck together in such 
a way that the axis of springs encased in one and 
40 the same string lie in the same plane, while the 
axis of adjacent strings lie on planes which are set 
perpendicularly on said plane, thus arranging the 
springs of the innerspring construction in a square. 
However, according to the invention, it ispossi- 
45 ble to put the pocketed springs of a particular 
string in a quincunx pattern with respect to the 
pocketed springs of another string, before the coat- 
ed string part is pushed into contact with another 
string part ; the quincunx pattern is obtained by 
so pushing the string part alternately according to the 
opposite direction of its longitudinal axis, sucln that 
the spring axis of a particular string part are posi- 
tioned against the transverse welds or dvisions 
between two successive jackets of a second string 
55 part. On this way, every spring jacket of a string 
part is adjacent to two adjoining jackets of adjoin- 
ing string parts, except for spring jackets 3t the 
outermost sides of the string part. Hence an inner- 
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spring construction is obtained in which the spring 
axis are arranged in a quincunx pattern - i.e. in a 
centred square. 

Thus, on a same surface the number of springs 
increases and. if necessary, mutual linking between 
jackets can be made stronger. 

Preferably, when applying the invention, the 
adhesive is sprayed onto the relating side of the 
string of pocketed springs. 

According to the invention, this is most easily 
done when the gas required for the dispersion of 
the adhesive is blown continuously under a certain 
amount of pressure along the side which will be 
coated with adhesive and to add at chosen inter- 
vals the necessary amount of adhesive to be 
sprayed onto a jacket to the flux of gas, such that 
e.g. every two or three jackets of a string side is 
coated with that particular amount of adhesive. 

On this way a relatively homogeneous coating 
of adhesive is obtained, which covers a great part 
of the side wall of a particular spring jacket. 

Hence, when, as was described above, a coat- 
ed string of pocketed springs is pushed into con- 
tact with a similar string, the entire contact surface 
between the jackets will be adhered. 

It is important that the adhesive has lasting 
resilient and flexible qualities, otherwise the axial 
deformation of the springs might be obstructed 
when using a mattress including an innerspring 
construction with springs like the above. 

An entire automatised apparatus working ac- 
cording to the principles of the invention is illus- 
trated in figures 1 to 8. 

The apparatus includes at least following parts 

1 . a conveyor 1 for moving a string 2 of chosen 
length according to its longitudinal axis, the 
string consisting of jackets 3 encasing coil 
springs 4 ; 

2. a fixed applicator 5 mounted in front of the 
conveyor 1 for coating strings 2 moving along 
said conveyor 1 with an adhesive, and 

3. means for positioning and pressing the coat- 
ed string side against another similar string side. 

These means are formed, on the one hand, by 
an elongated topple table 6 parallel to the conveyor 
1 which can be tilted from a horizontal to a vertical 
position around a rotation axis 7 parallel to the 
longitudinal axis of the conveyor 1 and, on the 
other hand, by an assembly platform 8. 

The rotation axis 7 is situated at the longitudi- 
nal side of the topple table 6 away from the con- 
veyor 1 . and next to the assembly platform 8, such 
that if the topple table 6 is put in a vertical position 
a string of jackets 3 encasing springs 4 going over 
the table will be positioned against a similar string 
on the assembly platform 8. 

The topple table 6 is thus so situated that a 



string of jackets encasing springs which is on the 
conveyor 1 can be slid onto the topple table 6 If 
the latter is in a horizontal position. 

Other means are provided to allow for the 
5 topple table 6 to translate toward the assemblv 
platform 8 when in vertical position, to push a 
string 2 of jackets 3 encasing springs 4 lying on 
the table into contact with a similar string which 
was placed on the assembly platform earlier on . 
io This is illustrated in figure 7. To this aim it suffices 
that the axis 7 is erected on a sledge (not shown in 
the drawings) which can move back and forth in a 
horizontal plane, according to a direction perpen- 
dicular to the rotation axis 7. 
75 Right above and parallel to the assembly plat- 

form 8 a pressure plate 9 is mounted which is 
adjustable in height ; hence, some room 10 is left 
between the assembly platform 8 and the pressure 
plate 9. The height of the pressure plate with 
20 respect to the platform is set so that it will slightly 
compress each row of springs and thereby hold 
them in position. On this way a coated string of 
pocketed springs coming from the topple table 8 
onto the assembly platform 8 is pushed with ad- 
25 justable pressure against the strings stuck between 
the assembly platform 8 and the pressure plate 9, 
while, at the same time, the adhered strings are 
moved over a distance corresponding to one coil 
spring diameter. 
30 Underneath the surface of the topple table 6 

several electro-magnets 1 1 are mounted which can 
be switched on and off, so that, when the topple 
table is tilted into a vertical position, the pocketed 
springs lying on the table remain in place. 
35 Apart from rotating around the axis 7, the top- 

ple table 6 can move back and forth axially accord- 
ing to said axis in comparison to a position of rest, 
over a distance corresponding to the largest possi- 
ble diameter of the pocketed springs. 
40 At the entrance of the apparatus for manufac- 

turing innerspring constructions, as represented in 
the accompanying drawings, a cutting device 1 2 is 
mounted, as illustrated in figure 1 and on a larger 
scale and in more detail in figures 2 and 3. 
45 The cutting device 12 is supposed to cut 

strings of a chozen size off a string of pocketed 
springs of indefinite length. Said cutting device is 
mounted between two successive conveyors 13 
and 14 which move along parallel to the above- 
so mentioned conveyor 1 . 

The cutting device 12 consists of two cutting 
elements 15 and 16 working together and moving 
up and down between a position of rest, as seen in 
figure 2, in which the cutting elements are set 
55 apart, and a working position, as seen in figure 3, 
in which the cutting elements are pressed against 
each other. The movement up and down of the 
lower device is brought about by a cam 17 which 
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can move back and forth in a horizontal direction, 
as is indicated by arrow 18. and is driven by a 
piston 20 moving back and forth in a cylinder. 

The top of the cam 1 7 cooperates with a guid- 
ing wheel 21 which is mounted sidewise on a 
sledge 22 moving up and down, onto which the 
lower cutting element 1 6 is fixed. 

The drive of the upper cutting element 15 is 
not represented, but can be similar to the one of 
the lower cutting element. It should be obvious that 
other, equivalent driving means, may be used for 
causing the movement up and down of the cutting 
elements 15 and 16. 

On this way a cut between two successive 
jackets of said string of indefinite length is made 
with the springs lying in a horizontal position. 

A fixed guiding support 23 is provided between 
the conveyor 14 mounted after the cutting device 
1 2 and the conveyor 1 on which the jackets encas- 
ing springs are coated, passing on strings of pock- 
eted springs from the first conveyor to the second. 

A similar fixed guiding support 24 is mounted 
between the conveyor 1, taking care of bringing 
adhesive strings, and the topple table 6, for sliding 
strings of pocketed springs from the conveyor 1 to 
the topple table 6. 

Said different conveyors 1, 13 and 14 have 
upright standing catch means 25 which are ar- 
ranged transversely on the longitudinal direction of 
the conveyor at a distance corresponding to the 
distance between two demarcation lines 26 of dif- 
ferent jackets. 

In this particular embodiment of the apparatus 
according to the invention, each conveyor com- 
prises two parallel running endless chains 27, as 
represented schematically by the dotted line in 
figures 2 and 3 for two conveyors 13 and 14. The 
chains are supported by guiding means which have 
not been represented but which are driven by cog- 
wheels 28, as can be seen in figures 2 and 3. 

According to the longitudinal direction of the 
chains, a succession of compartments or pigeon- 
holes 29 is provided, made out of L-shaped, folded 
plates, the fold being perpendicular on the longitu- 
dinal direction of the chains. One side of said 
plates is in upright position with respect to the 
chains, creating hence said catch means 25, while 
the other side 31 is fixed against the chains, for- 
ming the bottom part of the compartment 29. 

Hereinafter, the operation of the above-men- 
tioned apparatus for manufacturing innerspring 
constructions is described in more detail. 

By means of a conveyor 1 3 a continuous string 
2a (cf. figure 2) is sent between the cutting ele- 
ments 15 and 16 of the cutting device 12 to an- 
other conveyor 14 mounted after the cutting de- 
vice. 

When a specific number of pocketed springs of 
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said string have arrived on the second conveyor 
14, the string is cut with the cutting elements 15 
and 16, as in represented in figure 3. At that_ 
moment the conveyors 13 and 14 have stopped, 
s The next operation consists of sliding the string 

part 2b lying on the conveyor 14 via the fixed 
guiding support 23 and by means of an arm 32 to 
the conveyor 1 on which the application of adhe- 
sive occurs: This operation is clearly represented in 
w figure 4, in which full lines indicate the arm 32 at 
rest, while dotted lines show the arm after it has 
been moved in the direction of arrow 33. When the 
arm 32 has finished its movement, it returns to its 
original position of rest. The movement back and 
is forth of the arm preferably occurs pneumatically. 

Next, the third conveyor 1 starts moving in the 
direction of the fixed applicator 5. as is indicated 
by arrow 34 in figure 1. As soon as the first jackets 
encasing springs of a string part (2b) arrive under- 
20 neath the applicator 5, the latter receives a signal ; 
the gas necessary for the dispersion of the adhe- 
sive is then blown over the string in a continuous 
way, while the adhesive is squirted into the flux of 
gas, such that a homogeneous spray of adhesive is 
25 applied to the jackets encasing springs. Preferably, 
the gas starts blowing a short while before the 
supply of adhesive, and stops blowing after the last 
amount of adhesive has been sprayed in the flux of 
gas. According to the invention, this will enable to 
30 maintain the nozzle orifice 30 of the applicator 5 
always completely clean. Moreover, from the be- 
ginning to the end of the operation spraying is 
constant and homogeneous. 

When the entire string part 2b has gone past 
35 the applicator 5. it is slid by means of a second 
arm 35, which is very similar to the first arm 33. via 
a fixed guiding support 24 to the topple table 6 
which is then in horizontal position. 

The cycle of applying adhesive and passing on 
40 coated string parts 2b onto the topple table 6 is 
illustrated in figure 5. 

There, an arm 35 is represented in a position 
of rest in full lines, while a dotted line represents 
the arm in a projecting position, ready for operat- 
45 ing. 

The next operations now consist of getting the 
string part which is lying flat on the topple table 6 
in vertical position and pushing it into contact with 
a string part treated in an earlier cycle. Said oper- 
50 ations are illustrated in figures 6 and 7. 

Figure 6 illustrates how the string part 2b, 
which has been coated with adhesive, after having 
left the conveyor 1 via the supporting surface 24, is 
slid onto the topple table 6 which is in horizontal 
55 position. The dotted line shows the next operation 
of the topple table 6 according to which the latter is 
turned round the axis 7 to a vertical position. 

The dotted line in figure 7 shows the translation 
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of the topple table in vertical position toward the 
assembly, platform 8. The string part lying on the 
topple table is kept in place by means of electro- 
magnets 11 while the operation is going on. Then 
the string part is slid in the longitudinal opening 10 
between the assembly platform 8 and the pressure 
plate 9, and pushed into contact with other string 
parts (2c, 2d, etc.) which have been treated during 
earlier cycles. ■ 

It is possible to press a newly arrived string 2b 
with sufficient force to strings which were on the 
assembly platform already during the translation of 
the topple table, because the pressure plate 9 
slows down the shoving of adhered strings of pock- 
eted springs. The pressure plate 9 and hence the 
distance between the platform 8 and the pressure 
plate 9 is adjustable by means of adjusting screws 
39 which are fixed onto the pressure plate system 
40. 

It is also possible to put the springs of a 
particular string 2b in a quincunx pattern with re- 
spect to an adjoining string 2c which had already 
arrived on the assembly platform, the reason being 
that the topple table 6 can move in the direction of 
the rotation axis as well. 

Figure 8 shows in full lines schematically a top 
plan of two string parts 2b and 2c pushed into 
contact, as a result of the topple table 6 turning on 
its rotation axis 7 and translating in a perpendicular 
fashion toward the assembly table, in such a case 
successive strings 2b, 2c, 2d are each time pushed 
into contact in similar fashion, such that the axis of 
two pocketed springs are on a plane which is 
perpendicular on the longitudinal axis of the string 
parts. 

The dotted line shows a string 2b which is 
positioned against another string 2c in a quincunx 
pattern. To this purpose the topple table 6 has 
moved axially, as shown by the dotted line in figure 
8, before pushing the newly arrived string 2b into 
contact with another string 2c. 

All these operations should preferably be pro- 
grammed by means of a computer, such that the 
apparatus works continuously completely. 

By means of synchronization, several oper- 
ations can be carried out at the time, e.g. when a 
coated string is pressed on the assembly platform, 
another string might be coated with adhesive and ' 
yet another might be prepared for this on conveyor 
14. On this way, three operations are carried out 
nearly simultaneously. Hence it is possible to man- 
ufacture innerspring constructions with relatively 
great efficiency. 

The invention is by no means limited to the 
above-mentioned embodiment of the method and 
apparatus for manufacturing innerspring construc- 
tions for mattresses, cushions and the like. Within 
the scope of the invention several changes can be 



considered, e.g. concerning the application of ad- 
hesive to jackets encasing springs. 

Hence the adhesive can be applied in succes- 
sive dots or strips as, for instance, was described 

s in the European Patent Application n" 154 076. 

If the weld between two successive strings i^s 
large enough or if there are two welds between two 
adjacent jackets, the string 2 can be cut across the 
large weld or between the two successive welds, 

to such that the border jackets remain closed after the 
cutting. However, if the weld is not large enough, ft 
may be necessary to make new seals, during the 
cutting operation, next to the cut to close the sides 
of the border jackets. The necessary technique is 

is known by itself. 

The conveyor 14 shows a fixed number o-f 
compartments or pigeonholes in each of which one 
single pocketed spring of a cut string part 2b is 
arranged, such that the length of these cut string 

20 parts is limited for a same apparatus. 

If said length is shorter than the length allowed 
for, the conveyor will move, when the string part is 
cut, until the first pocketed spring arrives at the end 
of the conveyor 14. 

25 Only then the next operation starts, as men- 

tioned above. 



Claims 

30 

1 . A method for manufacturing an innerspring con- 
struction for mattresses, cushions and the like, in 
which a series of strings (2a, 2b, 2c. etc.) of jackets 
encasing coil springs (4) which are arranged sepa- 
35 rately from each other and with their longitudinal 
axis substantially parallel to each other and sub- 
stantially perpendicular to the longitudinal direction 
(39) of these strings (2a, 2b, etc.), are fixed with 
adhesive (36) side to side, wherein the first string 
40 (2b) of a particular number of jackets (3) encasing 
springs (4) is moved according to its longitudinal 
direction ; at least one of the longitudinal sides of 
the string (2b) running paralllel to the axis of the 
springs (4) is coated with an adhesive (36) from 
45 fixed spot ; the coated side is pushed into contact 
with the corresponding side of a similar second 
string of pocketed springs, the cycle of operations 
being repeated on successive strings until an inner- 
spring construction of desired size is obtained, 
so 2. A method as defined in claim 1 , wherein the side 
of a first string (2b) of pocketed springs which 
should get an adhesive coating (36), is moved to a 
substantially horizontal position facing up when the 
adhesive (36) is applied ; the string (2b) is there- 
55 after moved upright, such that the coated side 
arrives in a vertical position ; the coated side is 
pushed in a next step into contact with a similar 
side of another string (2c) of pocketed springs, 
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which was not coated with adhesive ; the cycle of 
operations being repeated until an innerspring con- 
struction of desired size is obtained. 

3. A method as defined in claim 2, wherein part 
(2b) of a continuous string (2a) of jackets (3) encas- 
ing springs (4) of a specific length is cut off. the 
side ready for adhesive coating being in a horizon- 
tal position facing up ; said spring part (2b) is 
moved according to a horizontal direction substan- 
tially perpendicular according to its longitudinal 
side before it arrives at the spot (5) where the 
adhesive coating will be applied ; said string part 
(2b) is then moved according to its longitudinal 
direction until it arrives in front of said spot, while 
at the same time the side facing up is coated with 
an adhesive (36) ; said coated string part (2b) is 
then translated again according to a horizontal di- 
rection substantially perpen dicular on its longitudi- 
nal side, tilted and pressed side to side to a similar 
string part (2c), its springs being in upright position 
too ; and while a particular string part (2b) is being 
coated with an adhesive, the next part of said 
continuous string is cut off and submitted to the 
cycle described above, until an innerspring con- 
struction of a sufficient number of coated string 
parts adhered side to side is obtained. 

4. A method as defined in claim 3. wherein the 
pocketed springs of a particular string part (2b ) 
and those of a second string part (2c) are arranged 
in a quincunx pattern before the coated string part 
(2b') mentioned first is pushed into contact with 
and adhered to the concordant side of the latter 
string part (2c). such that the string parts are trans- 
lated alternately in one direction of the longitudinal 
side of a particular string part and in the opposite 
direction, such that the jackets encasing springs of 
said string part (2b ) are positioned against the 
demarcations (26) between two successive jackets 
(3) of said second string part (2c). each jacket of 
either string part adjoining two successive jackets 
encasing springs of another adjacent string part, 
except for the jackets bordering each end of a 
string part. 

5. A method as defined in anyone of claims 1 to 4. 
wherein an adhesive is sprayed onto the proper 
side of a string of jackets encasing springs. 

6. A method as defined in anyone of claims 1 to 5. 
wherein the adhesive is only deposited on the 
cover of at the most every other jacket encasing a 
spring of the strings of pocketed springs which will 
be adhered. 

7. An apparatus for manufacturing innerspring con- 
structions for mattresses, cushions and the like, 
comprising strings (2b, 2c, etc.) of pocketed coil 
springs (4), which are fixed side to side by means 
of an adhesive (36), wherein said apparatus in- 
cludes at least : 

- a moving means or conveyor (1) for moving a 
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string (2b) of a particular size according to its 
longitudinal direction (39). 

- a fixed applicator (5) facing the conveyor fo r 
depositing an adhesive (36) onto the string (2b ) 

5 moving along on said conveyor, and 

- means (6* 8, 9) for positioning and pushing the 
coated side of said string against another string 
(2c). 

8. An apparatus as defined in claim 7, wherein saicJ 
jo conveyor (1) is mounted in a horizontal way and 

supplied with upright standing catch means (25) , 
which are mounted transversely onto the longitudi- 
nal side of the conveyor, at intervals corresponding 
to the distance between two successive demarca— 
15 tion lines (26) which are situated between the suc- 
cessive jackets (3) encasing springs. 

9. An apparatus as defined in claim 8, wherein saicJ 
conveyor (1) consists of at least one endless chain 
(27), supported by guiding means and driven by 

20 cog-wheels (28), onto which, according to the lon- 
gitudinal side of the chain, a series of compart- 
ments (29) is mounted, made out of L-shaped 
folded plates, the fold being substantially perpen- 
dicular on the longitudinal direction of the chain 

25 and one side thereof being extending substantially- 
perpendicular onto the chain, hence forming the 
catch means (25). the other side being mounted 
against the chain (27) hence forming the bottom 
part of said compartments (29). 

30 10. An apparatus as defined in anyone of claims T 
to 9, wherein said means for moving and pressing 
a coated string of pocketed springs against a simi- 
lar string consists of, on the one hand, a topple 
table (6) substantially parallel to the conveyor (1), 

35 which can be tilted from a substantially horizontal 
to a substantially vertical position around a rotation 
axis (7) parallel to said conveyor (1), and onto 
which a string (2b) of jackets (3) encasing each one 
spring can be slid when lying flat, the rotation axis 

40 being mounted at the side of the topple table (6) 
away from the conveyor (1), and. on the other 
hand, an assembly platform (8) situated at the 
same side of the topple table (6) as said rotation 
axis (7), such that, when the topple table is in 

45 vertical position, a string (2b) of pockets encasing 
springs (4) lying on the table, will be positioned 
against a similar string (2c) which is on the assem- 
bly platform, further means being provided for 
translating the topple table in vertical position to- 
so ward the assembly platform (8). thus pushing a 
string (2b) of pocketed springs coming from the 
topple table into contact with a similar string (2c) 
which had already arrived on the assembly plat- 
form (8). 

55 11. An apparatus as defined in claim 10, wherein a 
pressure plate (9) is mounted above the assembly 
platform (8) which can be adjusted as to its height, 
such that an opening (10) is created between the 

7 
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pressure plate (9) and the assembly platform (8) 
into which the jackets encasing spring coming from 
the topple table (6) to the assembly platform (8) 
are pushed so that they are slightly compressed 
axially by the pressure plate. s 

12. An apparatus as defined in claim 10 or 11, 
wherein electro-magnets (11), which can be 
switched on and off, are mounted onto the topple 
table (6) in such a way that when the latter is tilted 

to its vertical position, the jackets encasing springs io 
lying on the topple table will remain in position. 

13. An apparatus as defined in anyone of claims 10 
to 12, wherein the topple table (6) can be moved 
according to its axis (7) from a position of rest over 

a distance corresponding to the largest possible 75 
diameter of one coil spring, the moving being pos- 
sible in both directions. 

14. An apparatus as defined in anyone of claims 7 
to 13, wherein a cutting device (12) for cutting 
successive strings (2b) of a certain number of 20 
jackets encasing springs off a string (2a) of indefi- 
nite length, is mounted between two successive 
conveyors (13) and (14) ; the conveyor (14) moun- 
ted after the cutting device (1 2) is mounted parallel 

to the conveyor (1) mentioned above, on which the 25 
string parts get their adhesive coating, the cutting 
device (12) being mounted in such a way that the 
cutting between two jackets encasing springs of 
said string (2a) of indefinite length, is done while 
the axes of said springs are lying fiat. 30 

15. An apparatus as defined in claim 14, wherein a 
fixed guiding means (23) is provided between the 
conveyor (1 4) mounted after the cutting device (1 2) 
and the conveyor (1) on which the string parts are 
coated with an adhesive, said means being used 35 
for sliding strings of pocketed springs from the first 
conveyor to the next and providing guidance to 
each jacket encasing a spring. 

16. An apparatus as defined in anyone of claims 10 

to 15, wherein a separate fixed guiding means (24) 40 
is mounted between the conveyor (1) on which the 
string parts get an adhesive coating and the topple 
table (6), said means (24) guiding each jacket 
encasing a spring from said conveyor (1) to the 
topple table (6). 45 
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